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(57) ABSTRACT

The present invention relates to a method of manufacturing
mirror shells of a nested shells grazing incidence mairror, in
particular for EUV radiation and/or X-rays. In the method a
blank of a bulk material 1s provided and machined to form a

mirror body of the shell. Mechanical structures are integrated
and/or attached to the mirror body during and/or after the
machining step. The mechanical structures are required for
mounting and/or operating the mirror shells. After these steps
the optical surface 1s formed on the mirror body by diamond
turning. The proposed method allows the manufacturing of
mirror shells of a nested shells grazing incidence mirror at
low costs with high optical quality which may also be refur-
bished one or several times.

9 Claims, 3 Drawing Sheets
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METHOD OF MANUFACTURING MIRROR
SHELLS OF A NESTED SHELLS GRAZING
INCIDENCE MIRROR

BACKGROUND OF THE INVENTION

The present invention relates to a method of manufacturing,
mirror shells of a nested shells grazing incidence mirror, in
particular for extreme ultraviolet radiation (EUV) and/or
x-rays. Such a nested shells grazing incidence mirror com-
prises several mirror shells which are typically arranged con-
centrically around an optical axis along which the incidence
radiation enters the mirror.

Nested shells grazing incidence mirrors are used 1n x-ray,
solt x-ray and EUV applications, e.g. in space-based x-ray
telescopes or as collector mirrors or collector optics in EUV
applications like EUV lithography.

PRIOR ART

it ik

Grazing incidence mirrors make use of the physical effect
of total reflection of radiation impinging on the surface of a
medium under a small angle of incidence. This allows a rather
simple realization of mirrors for x-rays or EUV radiation
without the need of a high precision multi layer coatings as 1s
the case for near normal incidence mirrors. In contrast to near
normal 1incidence mirrors, the mirror shells of a nested shells
grazing incidence mirror have a comparatively small thick-
ness in the direction perpendicular to the reflecting surface in
order to minimize the loss of the mncoming radiation which
also impinges on the side edges of the shells.

The small thickness and the required high optical quality of
the optical surface of such a mirror shell require a caretul
manufacturing process. Document EP 2083328 A1 discloses
two manners ol manufacturing such mirror shells.

In one of the methods proposed in EP 2083328 Al the
shells are manufactured by electroforming in which the shell
material 1s galvanically deposited on a mandrel, which carries
the negative of the required optical surface with respect to
shape and roughness. After thermal break of shell and man-
drel, a reflective coating can be applied to the optical surface
of the shell if required. The mandrel can be reused for further
replications unless it 1s destroyed during the separation pro-
cess. The individual shells are then mounted to a mechanical
support structure, typically some kind of spider wheel, to
form the nested shells grazing incidence mirror. The manu-
facturing of the mirror shells by galvanic deposition however
has a number of disadvantages. The bulk material of the shell
must be compatible with the electroforming process. This
limits the material choice to a couple of pure metals with only
very few exceptions. Consequently, there are restrictions with
respect to the material properties desired for the application.
The dedicated galvanic deposition of the material 1s slow and
without further measures does not allow a variation 1n thick-
ness of the shell. Furthermore, the manufactured shells are
very fragile and do not allow a refurbishment of the optical
surface alter degradation which occurs during operation of
the mirror, e.g. close to an EUV source. The galvanic depo-
sition furthermore has a significant impact on the costs of the
grazing incidence mirror. Due to the fragility of the mirror
shells 1t1s also difficult to attach turther mechanical structures
which are required for mounting the mirror or during opera-
tion of the mirror, e.g. cooling structures. There 1s a high risk
of damaging the surface during such later manufacturing
steps, 1n particular when techniques like welding, drilling or
milling are necessary.

10

15

20

25

30

35

40

45

50

55

60

65

2

Another method of manufacturing the mirror shells 1s only
very shortly mentioned in EP 2083328 Al. This further

method comprises to manufacture the mirror shells by dia-
mond turning 1n order to achieve shells with a thickness of
between 0.5 and 4 mm. The document does not further
describe this manufacturing process. Further required
mechanical structures for a thermal management system are
mounted on the mirror shells, e.g. by micro-machining the
rear surface of the mirror shells. Nevertheless, the thickness
ol the shells mentioned 1n this document also results in a high
tragility so that several of the above mentioned disadvantages
still apply.

Diamond turning 1s a well established technique for the
manufacturing of retlective optical elements. U.S. Pat. No.
6,634,760 describes an ultra-precision diamond turning tech-
nique in which the mechanical process 1s combined with the
deposition of a smoothing layer in order to achieve an optical
surface with a high optical quality.

SUMMARY OF THE INVENTION

It 1s an object of the present invention to provide a method
of manufacturing mirror shells of a nested shells grazing
incidence mirror at low costs with high optical quality which
may also be refurbished one or several times.

The object 1s achieved with the method of manufacturing
the mirror shells according to claim 1. Advantageous embodi-
ments of the method are subject matter of the dependent
claims or can be deduced from the subsequent portions of the
description of the invention and embodiments.

The proposed method comprises the steps of providing and
machining a blank of a bulk material to form a mirror body of
the shell. During or after the machining of the blank mechani-
cal structures are integrated and/or attached 1n and/or to the
mirror body. These mechanical structures may be required for
mounting and/or operating the mirror shells. Examples of
such mechanical structures are cooling channels which are
required for cooling the mirror shells during operation. Such
mechanical structures may also be mounting elements for
mounting the mirror shells to a corresponding mechanical
support structure which 1s required to assemble the nested
shells grazing incidence mirror. These steps of integrating the
mechanical structures or attaching these structures—or both
measures in combination—may be performed during the
machining of the blank, e.g. by forming appropriate grooves
for the cooling channels, or immediately after forming the
mirror body. The structures can also be attached for example
by approprate techniques like welding, brazing or screwing.
After the itegration and/or attachment of the mechanical
structures the optical surface 1s formed on the mirror body by
diamond turning. Depending on the material selected for the
mirror body the diamond turning may be performed directly
on the surface of the mirror body or may also be performed on
a coated layer of an appropriate material which may be
applied prior to this last step of diamond turning to the cor-
responding regions of the surface of the body.

Since the manufacturing steps for forming the mirror body
and integrating and/or attaching all required further mechani-
cal structures are performed prior to the manufacturing step of
diamond turning the optical surface, the risk of a deformation
or damaging of the optical surface due to rough process steps
1s avoided. By this, usual manufacturing techniques like braz-
ing, welding, drilling, milling and turning are possible to
generate the required mechanical structures for cooling and
mounting. Since the optical surface 1s formed 1n the latest
step, which may also 1nclude a further polishing or coating,
the imaging quality of the optical system 1s better than with
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other techniques in which the mechanical structures are
applied after the formation of the optical surface. The pro-
posed method of machining the mirror body from a blank, e.g.
by milling, and forming the optical surface by diamond turn-
ing allows the selection of a large amount of shell matenals.
The material of the mirror body can thus be selected to opti-
mally support the needs of the application, e.g. thermo-me-
chanically and/or chemically. The manufacturing process
does not result 1 any restrictions for the shell thickness and
therefore also strong variations of the thickness within a shell
are possible, if desired. The mirror body may be formed of an
appropriate thickness to allow a refurbishment of the optical
surface by a second or further diamond turning run in cases 1n
which the surface 1s degraded after a certain operation time. In
case of the diamond turming being carried out 1n a coating on
the mirror body, also a second diamond turning run 1s possible
in the coating. Alternatively the coating (or its rest) 1s first
removed and a new coating 1s applied. The diamond turning,
finishing process 1s then repeated with this new coating. The
coating can be removed for example by another diamond
turning step or by chemical treatment. Using such a refurbish-
ment costly manufacturing steps on the blank like forming of
the complex cooling structures can be avoided since the mir-
ror shell 1s simply recycled.

In an advantageous embodiment the mirror body 1s formed
to have a varying thickness, the thickness being measured
perpendicular to the optical surface. This thickness 1s smallest
at the edges and increases from both edges to provide one or
several thicker portions 1n between. The number, position,
shape and maximum thickness of these thicker portions 1s
selected to avoid a blocking of the incoming radiation by the
thicker portions when the shells are mounted 1n the nested
shells grazing incidence mirror. With such a design of the
mirror body the thicker portions can have up to several cen-
timeters 1n thickness without blocking the incoming radia-
tion, 1 particular 1f the mirror body 1s formed to have knife
edge shaped edges.

The mirror body 1s manufactured with a thickness of =3
mm at the thickness maximum of at least one of the thicker
portions. With such a thickness, the problems related to a
fragility of the shells are substantially reduced resulting in a
lower risk of damage during manufacturing and/or later refur-
bishment.

In the proposed method it 1s also possible to additionally
polish the optical surface after the diamond turning process.
Furthermore, also one or several additional coatings may be
applied to the optical surface, e.g. a coating for increasing the
reflectivity of the surface or a coating for increasing the
mechanical and/or chemical stability of the surface.

BRIEF DESCRIPTION OF THE DRAWINGS

The proposed method 1s described 1n the following by way
of example 1n connection with the accompanying figures
which show:

FIG. 1 an example of manufacturing steps of the proposed
method;

FIG. 2 a schematic view of a nested shells grazing inci-
dence mirror; and

FI1G. 3 a schematic cross sectional view of a part of a nested
shells grazing incidence mirror having mirror shells with
varying thickness.

DESCRIPTION OF EMBODIMENTS

In the proposed method of manufacturing mirror shells of
a nested shells grazing incidence mirror, first the body of the
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mirror 1s made, including e.g. the cooling channels and the
fixation points for later mounting. After the body 1s com-
pletely finished, the optical surface 1s generated by an ultra-
precision diamond turning process. For diamond turning, the
process described 1n U.S. Pat. No. 6,634,760 may be used for
example. With the process flow of the proposed method it 1s
also possible to refurbish the shells as explained further on.
An example for the method steps of the proposed method,
some ol which being optional steps, 1s shown 1n connection
with FIG. 1. The figure shows the manufacturing process of a
mirror shell in a cross sectional view.

Starting point 1s a block 1 of material with a size that 1s
suificient for machining the body of the shell. The material 1s
selected to have material properties that {it to the application
in a collector shell, for example for EUV applications. First of
all, rough production steps like milling the block 1 of material
are carried out to form the body 2 of the mirror shell as
schematically indicated in FIGS. 1aq and 1b. An appropriate
material 1s e.g. aluminum.

After the formation of the mirror body cooling channels are
milled mto the side faces of the mirror body 2 to form the
cooling structure as schematically shown in FIG. 1c. The
cooling structure 1s sealed e. g. by welding or brazing in FIG.
1d. F1G. 1e shows the attachment of mounting j1gs 4 which
may be fixed by welding or screwing. These mounting jigs 4
are necessary for the mounting and connecting the shells to
the mounting structure of the nested shells grazing incidence
mirror. After these rough manufacturing steps a functional
test of these components, e.g. a leak test of the cooling struc-
ture or a test of the stiffness of the mirror body may be
applied.

After the manufacturing of all of the necessary mechanical
components or structures the optical surface of the shell i1s
machined. To this end the thickness of the mirror body in the
direction perpendicular to the optical surface may be chosen
slightly larger than needed. For forming the optical surface
different combinations of manufacturing steps may be
applied, all of these steps include a diamond turning process
for finishing of the optical surface. FIGS. 1/to 1] show these
different steps some of which are only optional steps.

If the chosen blank material allows the surface finishing of
the desired quality, the diamond turning process can be
directly applied to generate the optical surface which 1is
shown with the diamond turning finishing process 6 1n FI1G.
1/2. Nevertheless there might be the necessity of more than
one turning run. The optical surface 7 will then not be dis-
turbed by other rough manufacturing processes.

I1 the blank material does not support the required surface
quality directly, material from the imnner surface of the mirror
body may be turned away 1n the diamond turning pre-machin-
ing step 5 of FIG. 1/ so that the desired surface 1s slightly
outside the blank material. Now a layer 8 of a material which
supports the required surface quality i1s coated on the blank
inner surface as schematically mdicated in FIG. 1g. This
material may be a nickel rich material like nickel-phosphor.
The desired surface 1s now within the layer 8 of the coating
maternal. The optical surface 1s then generated by one or more
diamond turning runs with the diamond turning finishing
process 6 of FI1G. 14.

If requuired, the surface roughness of the optical surface can
turther be reduced by a conventional polishing step 9 (op-
tional) schematically indicated 1n FIG. 1. Also a coating of
one or more layers 10 may be applied to increase the retlec-
tivity and/or the mechanical or chemical stability, 11 neces-
sary. This optional step 1s schematically indicated 1n FIG. 1j
in which, for example, a layer of ruthenium may be applied as
a retlective coating.
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After having manufactured the different mirror shells
required for assembling the nested shells grazing incidence
mirror, the shells 11 are mounted to a mechanical support
structure 12, e.g. some kind of spider wheel as known from
existing grazing incidence collectors, to form the nested
shells mirror. FIG. 2 schematically shows a cross sectional
view ol such a nested shells grazing incidence mirror. In this
figure only two shells 11 are shown. It 1s obvious for the
skilled person that such a nested shells grazing incidence
mirror may have more than two shells 11 concentrically
arranged around the optical axis.

With the proposed order of manufacturing steps the assem-
bly of the shell modules 1s easier because a wider choice of
¢.g. welding and clamping techniques 1s possible for manu-
facturing the mechanical structures, since these techniques do
not affect the optical surface of the shells. The proposed
method also allows manufacturing of shells with non mono-
tone optical surfaces by diamond turning.

Additionally, further mechanical structures may be inte-
grated 1n or attached to the mechanical shells without dete-
riorating the optical quality due to the order of the proposed
method steps, 1.e. the generation of the optical surface 1n the
final step. For example, EUV light sources do not only emat
photons but also produce undesired material, so called debris,
such as droplets or atoms. The debris may condense on the
optical components whose performance would deteriorate
appropriately. It 1s known 1n the art to apply debris mitigation
systems by assistance of certain inert gases to reduce this
negative impact on system performance. Due to the flexibility
and robustness of the diamond turming process, 1t 1s possible
to realized dedicated layouts of shells resulting 1n an
improved debris mitigation performance of the optical sys-
tem. This can be achieved by e.g. drilling additional holes or
add gas line tubing at certain locations, 1n particular locations
which are shadowed by the mechanical support structure of
the shells, to allow for a particular gas distribution which
enhances debris mitigation performance. This 1s impossible
with a conventional manufactured nested shell optic but can
be 1ntegrated in the proposed manufacturing process easily.
The proposed manufacturing method allows to realize a graz-
ing incidence collector that 1s much cheaper to produce, more
robust and can be refurbished several times.

The mirror body 2 of the mirror shells 11 1s preferably
formed to have a varying thickness increasing from both
edges and forming one or several thicker portions in between.
FIG. 3 shows a schematic cross sectional view of a part of
such a nested shells grazing incidence mirror.

Both edges of the mirror bodies 2 of the inner shells are
formed knife edge shaped while still having at least one
portion with several centimeters thickness 1n between without
blocking incoming EUV-radiation. The number, position and
shape of these thicker portions 1s selected to avoid the block-
ing of the radiation. This can be seen from FIG. 3 1n which
some of the incoming EUV-rays 14 originating from the
EUV-source 13 are indicated. With the proposed method 1t 1s
thus possible to design and manufacture an almost obscura-
tion free collector consisting of very robust (=thick) mirror
shells.

While the invention has been 1llustrated and described in
detail in the drawings and forgoing description, such 1llustra-
tion and description are to be considered illustrative or exem-
plary and not restrictive; the invention i1s not limited to the
disclosed embodiments. For example, although the figures
show a special curved shape of the mirror shells also other
shapes are possible. The mechanical structures manufactured
prior to the final diamond turning step may also be different
from the structures shown 1n the figures. Other variations of
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6
the disclosed embodiments can be understood and affected by
those skilled 1n the art 1in practicing the claimed 1nvention,
from a study of the drawings, the disclosure, and the
appended claims. In the claims the word “comprising” does
not exclude other elements or steps and the indefinite article
“a” an” does not exclude a plurality. The mere fact that

a’ or
certain measures are recited in mutually different dependent

claims does not indicate that a combination of these measures
can not be used to advantage. The reference signs in the
claims should not be construed as limiting the scope.

LIST OF REFERENCE SIGNS

1 block of matenal (blank)

2 mirror body

3 cooling channels

4 mounting j1gs

5 diamond turning pre-machining step
6 diamond turning finishing process
7 optical surface

8 layer of material

9 polishing

10 coating

11 muirror shell

12 support structure

13 EUV-source
14 EUV-ray
The mvention claimed 1s:
1. A method of manufacturing mirror shells of a nested
shells grazing incidence mirror, in particular for EUV radia-
tion and/or X-rays, the method at least comprising the steps of
providing and machining a blank of a bulk material to form
a mirror body of the shell, wherein said mirror body 1s
formed to have edges which are knife edge shaped

integrating and/or attaching mechanical structures 1n and/
or to the mirror body during and/or after said step of
machining the blank, and

forming an optical surface on the mirror body including

said mechanical structures by diamond turning.

2. The method according to claim 1, wherein said step of
forming the optical surface includes the steps of

coating the mirror body at least 1n a region in which said

optical surface 1s formed with a layer of a second mate-
rial, said second material being selected to allow the
formation of the optical surface from said second mate-
rial by diamond turning, and

diamond turning said layer of the second matenal.

3. The method according to claim 1, wherein said step of
integrating and/or attaching mechanical structures includes
integrating and/or attaching cooling channels and/or mount-
ing elements 1n and/or to the mirror body.

4. The method according to claim 1, wherein said machin-
ing of the blank to form the mirror body comprises at least a
milling process.

5. The method according to claim 1, wherein said attaching,
of mechanical structures to the mirror body comprises at least
one of welding and brazing and screwing said structures to the
mirror body.

6. The method according to claim 1, wherein said mirror
body 1s formed to have a thickness increasing from both edges
of the mirror body to form at least one thicker portion 1n
between.

7. The method according to claim 1, wherein said mirror
body 1s formed to have a thickness of =25 mm at a thickness
maximum of said at least one thicker portion.

8. The method according to claim 1, wherein the optical
surface 1s additionally polished.
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9. The method according to claim 1, wherein the optical
surface 1s additionally coated by an appropriate material
increasing the reflectivity and/or the mechanical and/or
chemical stability of the optical surtace.
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